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This: invéntion: relates to an’ apparatus for packaging
sausage patties. The piesent application is:a continua-
tiori- in-part- of my application: 384,200, filed- October 5,
1953 under'the §ame title:

Using: a- cofiventional’ sausage stuffing' machine- as a
means’ for supplying' the: plastic sausdge meat under pres-
sure; I' receive the meat into the- successive openings of

2’ mould: slide: as’ the' slidé reciprocates over the: meat:

supply port.  The openings will be substantially filled
in’ the" retracting. movement of the slide but will again
traverse: the. filling: zone" in’ the ddvancing miovement of
the slide'so that any deficierity in' any one of the mould
openings will: be made. up in- the sécond: traverse.

At the extreme' position of adviarnce of the slide,. it
is allowed to dwell’ over the uppérmost: carton- blank: in
at stack. of blanks. While the slide diwells over the-stack
of blanks;: a:‘group of. ejector dies descénds' through- the

openings of the’ slidé to eject the individual patties-onto-

thetop blank of the stack.

Whereds: the device' of my’ former application: was
manually’ operated, the presernt devices operates: anto-
matically to- complete: a . single cycle each time-tlie con-
trol' lever is tripped- by the operator. In addition,. there
are- specific improvéments in the packing for the mould
slide. No claim is made in the Present application to
'the pneumdtic contro] valvespér se.

The- pressure support' for the carton: blanks holds- the
uppermost blank in: the stack against: a- stop at: &' spac-
ing which.is-below the slide to'an- extent which is:at least
equil to the thickness: of the individual patties; . Hence,
as soon as- the- ejector dies are retracted fropm: the slide,
the' slide ‘is free” of ‘the deposited patties- for retraction
across:the' filling zone to initiate another cycle of opera-
tions. Meantime’ the cartor blank with the: patties: de-
posited thereon: is: withdrawn: and flaps thereof constitut-
ing: the sides, ends:and bottom- of ‘the caiton are folded
over the patties:to complete the enclosure thereof. The

finished: carton is- then! turned to upright position. The:

panel portion upon’ which: the patties are deposited- is
actually tlie top' of the finished carton. It is desirably
- windowed so: that the patties' enclosed in:the carton- are
displayed through the window.
In the drawings:

Fig: 1 is'a' plan- view of apparatus embodying the in-

vention.
Fig: 2'is a view ifi’ side elevation of the device shown
in Fig. 1.

Fig. 3 is a:view taken in section on the lihe: 33! of

Fig: 1. |

Fig: 4 is' a" view' of tha devicé' in’ end’ elevation, por-
tions being broken away. ‘ _

Fig. 5 is an' erlarged detail view takeén in sectisn )
the litie 5—5 of Fig. 3. ‘ ‘ N
Fig. 6 is a fragmentary detail view taken in section
on the line 6—6 of Fig, 5. .

. Fig. 7 is a detail view taken in section on the line
7—17 of Fig, 2.
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Fig. 8 is a detail view taken in' sectiofi on' the line
8-—8of Fig: 1.

Fig. 9 is a' detail view takeén oh'the line 9--9 of Fig. 1.

Fig. 10 is a diagram of the fluid circuit connéctions.

Fig: 11 is a fragmentary view: of the mould' slide in
perspective;

Fig. 12 is a fragmentary view of a mbodified em-
bodiment of the mould slide as it appears in perspéctive.

Fig. 13 is a view in perspective showing the: work
pieces embodied on'the carton forming blank. ‘

Figi' 14 is a view of the completed carton as it appears
in* perspective.

My device is designed as at: attachment for the filling
nozele 9 of a sausage stuffing- maching which is adapted
to' supply sausage meat. under pressure, as from a feed
screw  (not shown).  To the rozzle 9; 1 attach:the pres-
sure’ head 10 of my apparatus by means' of cap’ screws
11-or the: like.

The préssure-head 10 is cariied by a'plate 12 as’ best
shown in- Figs. 3 and' 5, This plate fits' closely betwsen
the: upstanding flanges 13, 14° of a base membBer 15° sup-
ported by legs 16, 17. Screwed to the upper. margins
of flanges' 13, 14 are plates: 18, 19, 20, 21 (Figs. 1, 5
and 6, respectively) cariying set screws 23 adjusted’ into
pressure engagement with pads 24 in the covar plate 12 to
exert any desired downward: pressure on plate' 12 In
addition; the plates 18 19 are providéd with Reéaded
dowel pins' 25 engaped: in'sockefs 26 of the- cover plate
12- and: manually  withdrawable from such: engagement
against’ compression of springs- 27 (see Fig. 6).

Under pressire’ of the set scréws 23, the plate: 12
tightly engages' the upper surface of the mould slide’ 30
which' is reciprocable in the channel provided: by the
base member 15 and its upstanding flanges 13, 14: An
appropriate liner is desirably provided: at 31 to'minimize
the friction between the slide 30 and-the base member 14.
The liner is positioned' by tpstandinig lateral: flanges 32,
33 and’ depending: end flanges 34 which engage the ends
of the base member 15 as best shown in Fig. 3 and Fig. 6.
The liner or packing sheet 31: may be of any appropriate
material. I have found “Bakelite” tb ba a good mate-
rial- for the purpose, as: it not only provides tight! pack-
ing'but reduces friction in the'movement of the slids;

The slide' 30 is provided with: mould openings at 35
in which-the work pieces are: formed as: the: miaterial is
delivered under pressure’ through- the pressure’ head' 16
into the openings when the slide is retidcted: to'the posi-
tion- shown in' Fig. 3: so- that the openings’ register’ with
provided &t-36 in'the pressuie plate
12 around the opening from the head: to'receive a'packing
sheet 37 which has openings registering with' the open-
ings 35 of the-slide as best shown in-Fig.-3, and'has beveled
margins at 38 around: each’ such. Opening! so' that’ the
pressure of the material supplied - through: the: pipe: 9 to
the pressure head 10:is directed against: this beveled sur-
face to hold the packing. membet’ 37 in intimate pres-
Sure engagement with the upper surface of slide 30!

The slide 30 and the- correspondingly apertoréd: pack-
ing: member 37 (as well-as: the ejector dies) aie readily
interchangeable when it is desired to make work pieces
of- different, dimensions. An alternatively usable slide is
fragmentarily illustrated at 300 and it will: be observed
that:the openings 350- therein: are quite radically different
in- size and- shape from: the openings: 35 in; slide 30 as
shown in Fig. 11. . Tt will be understood- that - for- each
type of opening provided in slide.30 there will be-a cor-
respéndingly apertured packing member 37 /desirably
having,:in all instances, beveled margins at 38 about the
openings therein provided.

. Dismantling of the machines for cleaning or for- the
interchange of slides, requires only. a few moments, since
the retraction of the dowel pins 25 permits the pressurg
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plate 12 to be slid from beneath the set screw 23, where-
upon the slide is completely accessible and may be freely
removed upon separation from the slide-actuating mecha-
nism presently to be described.

As explained in the companion application above iden-
tified, the retracted slides 30 or 380 receive a charge of
{naterial from the pressure head 10 when the slide open-

rings 35 register with the head at the corresponding ports
in the packing member 37. As the slide advances from
the retracted position shown in Fig. 3, to the delivery
position shown in Fig. 1, its apertures register with the
normally elevated expulsion dies 40 which are carried
by a cross head 41 mounted on plunger 42. As these
dies descend from the elevated position in which they
are shown in Figs. 2 and 3 to the lowered position of
Fig. 4, they pass through the openings 35 in the mould
slide 30 (or 300) to expel the work pieces 45 therefrom.

In the preferred embodiment of the invention, win-
dowed carton blanks 46 are mounted, face down, in a
pile on the spring-supported table 47. This table is car-
ried by parallel links 48, 49 and is biased upwardly by
spring means at 56 (Fig. 3). Suitable guide arms 52,
53 hold the carton blanks in registry to receive the sev-
eral work pieces on their inner windowed surfaces as
best shown in Fig. 13. When the end walls 54, 55 and
the side walls 56, 57 of the blank are erected and the
back flaps 58, 59 interlock about the work pieces or
patties 45, the carton will be inverted to make a package
as shown in Fig. 14, with the work pieces or patties 45
visible through the window 46’. In each operation of
the machine, a complete filling of work pieces will be
deposited on a blank. During the retractive movement
of the mould slide, the operator will remove the blank
and erect and close it about the work pieces to the form
of Fig. 14, leaving the mext successive blank exposed to
reccleive a subsequent charge of work pieces in the next
cycle.

The cycling of the machine is manually initiated by
means of control lever 69 which is shown in full lines
in its normal position in Fig. 4 and appears in broken
lines in the position in which it is manually depressed
by the operator to initiate the cycle. As shown in Fig.
8, the lever 68 has a loose pivotal connection at its inner
end to the valve housing 61, such connection being pro-
vided by passing a screw 62 loosely through an aperture
iq the lever 60. Air applied under pressure through the
pipe 63 is admitted through vent 64 to a cylinder 65 in
which there is a piston 66 which not only supports the
lever 60 but also supports the valve piston 67 in the
valve cylinder 68.

Valve cylinder 68 has an air pressure inlet port at 69,
a vent at 70 and a controlled air port at 71. In the nor-
mal elevated position of the valve piston 67 shown dia-
grammatically at 16, the duct 72 through the valve pis-
ton 67 maintains the controlled port 71 in communica-
tion with the vent port 76. When the lever 60 is de-
pressed from the position shown in Fig. 10 against the
pressure of the air in cylinder 65, the valve duct 73 places

. the pressure port 69 in communication with the con-
trolled port 71 to deliver pressure through a line 75 to

. the cylinders 76 and 77. Having thus manipulated the
lever 69, the operator will release the lever and the

. machine will thereupon complete a cycle of operaticn
automatically without further attention on the part of
the operator.

The pressure thus admitted to the cylinder 76 will act

_on the piston 78 to advance valve piston 79 and valve
cylinder 86 from the retracted position shown.. Valve
cylinder 80 has a pressure port 81 constantly supplied

" with pressure through line 82 from the air supply line
63. Tt has a vent at 83 and controlled ports 84 and 85.
There are cross connecting ducts 86 and 87 in the piston

- which, in the normally retracted position of the valve

¢ piston 79, place pressure port $1 in communication with
controlled port 85 and place vent port 83 in communi-
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cation with controlled port 84. The controlled port 84
communicates through duct 89 with port 91 of a revers-
ing valve cylinder 92 equipped with a valve piston 93
normally retained in retracted position of Fig. 10 by
means of a compression spring 94 acting on the valve
stem 95. Duct 89 also communicates through branch
duct 96 and cross-connection duct 97 with the end por-
tions of the cylinders 98 and 99 in which the pistons
100 are reciprocable for the operation of the mould slide
30 or any substituted slide 360. The pistons 100 have
piston reds 181 connected together by a cross head 102
detachably screwed to the rear end of the slide. One
of the piston rods has a valve actuator 104 which, in
practice, takes the form of a collar shown in Fig. 1 but
is diagrammatically illustrated in Fig. 10 as a laterally
projecting arm. This valve actuator is so positioned
that in the extreme inner position of the slide 30, it will
engage the valve stem 95 to move the valve piston 93
from the retracted position of Fig. 10 to an advanced
position in which the air supply connections through the
controlled port 165 of valve cylinder 92 will be reversed.
Port 105 normally communicates through valve duct 106
with vent 107. When the piston 93 is advanced by the
operation of valve actuator 104, the cross duct 107 of
the piston places the control port 105 in communication
with duct 81, whereby pressure is admitted to the line 103
leading to the port 108 of knockout valve cylinder 109.

Tn the illustrated retracted position of the valve piston
116, the valve cylinder 109, the cross duct 111 in piston
110 place port 108 in communication with controlled
port 112 from which duct 113 leads to the lower end
of ram cylinder 114 in which piston 115 is mounted on
the plunger 42 of the cross head 41 which carries the
knockout dies 40. In the position in which the parts are
illustrated, the pressure communicated to the various
valve arrangements disclosed has elevated the piston 115
in cylinder 114 so that the knockout dies are in retracted
position. At the same time, the upper end of knock-out
cylinder 114 is vented through line 116 and valve duct
117 and vent port 118 of the knockout valve cylinder 109.

However, as already noted, the illustrated position of
piston 110 is not the position in which such piston is
disposed in cylinder 109 at this stage. Operation of
the manual control lever 60 and admission of pressure to
line 75 has not only elevated piston 78 in cylinder 76
but has elevated piston 119 in cylinder 77, whereby valve
110 has been advanced from the position shown in Fig. 10
to a position in which the cross connection ducts 120
and 121 are effective to connect line 116 to the port 108
and vent duct 118 with port 112. Thereby the vent 118
is not connected with line 116 but with line 113.

Accordingly, at the time the valve piston 93 is dis-
placed in cylinder 92 by the movement of the mould
slide, the knockout valve connections are such that the
pressure admitted to the line 108 is communicated through
line 116 to the upper end of cylinder 114 to move the
knockout die plungers 40 downwardly to discharge the
work pieces on to the package blanks, as already de-
scribed.

When such discharge is complete, a valve actuator 125
carried by plunger 42 strikes the valve stem 126 to de-
press it against the spring 127 whereby to displace the
piston valve 128 in cylinder 129 from the retracted posi-
tion in which the parts are illustrated in Fig. 10. In the
illustrated retracted position, the vent port 130 com-
municates through valve duct 131 with line 132 leading
to the valve actuating cylinder 133. In the advanced
position of the piston 128, the cylinder port 134, sup-
plied with pressure through line 116, is placed in com-
munication by means of the valve duct 135 with line 132
through the controlled port 136. The resulting pressure
communicated through duct 132 to the valve-actuating
cylinder 133 displaces the piston 137 back to the re-
tracted position in which it is illustrated, thereby mov-
ing the valve 110 to break the pressure comnection :to



8,814,091

5
line 116 and to restore pressure connection to line 113,
whereby the knockout plungers 40’ are retracted.

The line 113, now subject to pressure, has branch
140 leading to the port 141 of valve controlled cylinder
142. The piston 143 in this cylinder is normally ad-
vanced by compression spring 144 about the stem 145,
and is in the path of retractive movement across port 141
so that the retractive movement of the knockout plungers
40 will ultimately move the vilve piston 143 to the posi-
tion illustrated in Fig. 10 wherein the €Iross connection
duct 147 places port 141 in communication with the con-
trol port 148 leading to line 150, In the normal posi-
tion to which valve piston 143 is advanced. by ifs spring
145, the cross connection duct 151 of the piston. registers
with port 148 and with. vent port 152 whereby line 150
is vented.

Admission of pressure to line 150, consequent upon full
retraction of the knockout dies 40, supplies pressure to
valve controlled cylinder 153 to advance the piston 184
therein to the position in which it is illustrated in Fig. 10.
This will vent lines 89 and 96 and will' adimit pressure to
line 90 which leads to the outer ends of cylinders 98 and
99, whereby the slide 30 will be retracted to-its original
position, thus completing the cyclé in readiness for initia-
tion of another cycle by a subseqeunt manipulation of the
conirol lever 60 by the operator. ‘

Reference characters used on the parts shown in the
diagram’ of Fig. 10 have been applied, where applicable,
to the mechanical structure, However, it should be noted
that the mechanical structure is not necessarily identical
with the diagram and, since the mechanical structure of
the valves is not claimed per se, it is unhecessary to the
present application that it be' described in detsil,

The several vents are desirably connected to pass
through a discharge stack’ 160 which may’ also comiprise
a silencer. The cross connecting ducts which, for the
purposes of the diagram, are shown within the valve
pistons 79 and 110 may, in practice, be built into the
cylinders rather than the piston’' 79.° The actual struc-
ture of typical valves will be found in Figs. 7, 8 and' 9.

The' slide-operating cylinder and piston assemblies are
desirably mounted at the sides of the channel-shaped
housing in which the slides reciprocate, the cylinder heads
being screwed to the flanges 13 and 14 as Best indicated
in Figs. 1 and 5. Valve cylinders, separately illus-
trated in the diagram, Fig: 10, may actually comprise
bores as shown, for example; in the case of the cylinders
92, which, in practice, constitute' a bore at' the head of
the cylinder 98, as shown in Fig: 7.

As in the device of the companion application above
identified, the Knockotit or ejector dies are desirably heat-
ed to prevent the material from adhering thereto: ‘This
is accomplished by the provision in the cross Head 41 of
a resistance element shown only in dotted lines at 165 in
Fig. 1 and having electrical wiring connections 166 as
indicated in Fig. 2.

I claim:

1. The combination with a slide having a’ plurality of
mould openings, of a moulding chamber through which
the slide is reciprocable between retracted and advanced
positions, said chamber having a surface provided with
port means across which the mould openings move forth
and back in the course of slide reciprocation and means
for supplying plastic material through said port means
under substantially continuous pressure to fill the mold
openings in the slide, the said openings being substaritially
filled in the course of slide retraction across said supply
port means and being adapted to receive further mate-
rial if needed to complete the filling in the course of ad-
vancing movement of said slide across: said port méans.

2. The device of claim 1.in which said: chamber com-
prises a movable wall in bearing’ contact with the slide,
and.means for biasing said wall in pressure engagement
with. the slide and for limiting movement: of the wall from
the slide in-opposition to said bias,
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3. The combination with a mould chamber provided
with top and bottom walls, one of which walls has a pres-
sure supply opening, & slide réciprocable throvugh said
chamber between said walls, one of said walls being yield-
ably motinted dand provided with means biasing it into
pressure engagement with the slide, the slide having a plo-
rality of mould cavities openiig through the slide toward
the top and bottom walls and positioniéd to register with
the supply opening of said chamber in. the caurse of slide
reciprocation, a di€ carrier disposed beyond said cham-
ber in the path of slide reciprocation, a set of dies mount-
¢d ‘on the carrier in positionis to register with thé' mold
cavities of the slide, means guiding the carrier for verti-
cal reciprocation with said dies for the movement of the
dies’ substantially through the mould cavities of the slide
to eject the contents {herefrom, méans for reciprocating
the' carrier in the advanced position of the slide to move
the dies into said cavities, and miednis for the support of
a4 stack of blanks beneath said cartier in a position stich
that successive blanks uppermost in said stack are adapted
fo receive the contents ejected from the several mould
cavities inl the operation of the carrier,

4. The device of claim 3 in which the mearns for the
support of the stack of blanks comprises a yieldable bed,
means urging said bed upwardly toward the path of re-
ciprocation of the slide, a stop limiting the upward move-
ment of the stick and bed and means for retracting the
bed to free the uppermost blank of said stack from con-
tact with said stop. ‘

5. The device of claim 3 in which the blanks of said
stack comiprise inverted box blanks having panels adapted
to: be erected about the materials deposited on the blank
from said mioulds and flaps connected with certain of sdid
panels and adapted to be connected over the contents of
the blank to' comprise’ a carton enclosing the articles re-
ceived from the mould cavitiés.

6. The device of claim 3 in which the several blanks
comprise’ windowed panels upon which articles are de-
posited from the mould cavities, side and end wall panels
marginally connected with the windowed panel and adapt-
ed to'be erected to comprise a cartorn sides and ends, and
flaps marginally connected with certain of said last men-
tioned panels and adapted to be connected to each other
across' the articles deposited on the first mentioned panel
to constitute a closure for a carton in which said articles
are enveloped, the windowed panel serving as' a top for
such carton upon the closing and inversion thereof.

7. In a device of the character described, the combina-
tion with a forming chamber having an' apertured” wall
and an elbowed pressure connection to its aperture, a slide
reciprocable through said chamber and provided with a
series of mould cavities opening upwardly' and down-
wardly therethrough and adapted in the reciprocation: of
the slide to traverse said wall aperture to receive mate-
rials supplied under pressure therethrough, bracket meafs
projecting from the chamber at an end thereof in the di-
Tection of slide advance, a die carrier having means guid-
ing it for vertical reciprocation and mounted on siid
bracket mieans, dies mounted on said carrier and regis-
trable with the mould cavities of the slide when the slide
is in an advanced position, means for heating the dies to
a temperature sufficient so that material acted on. thereby
will not adhere to the dies; a yieldable bed provided with
means mounting it for reciprocation on said: bracket
means, means urging said bed upwardly toward the path of
slide reciprocation, said bed being adapted to support:a
stack of wrapping blanks, stop 'means extending along the
path of slide reciprocation at one side thereof in‘a position
to engage the uppermost blank of the stack while leaving
such uppermost blank exposed beneath the slide to re-
ceive material ejected from the mould cavities by the-dies
and means for retracting the bed to free said uppermost
blank from said stop for withdrawal from the stack with
the articles deposited thereon by the operation of the
dies,
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8. An automatically cycling machine for producing
moulded articles in successive manually initiated cycles,
said machine comprising a ported mould slide, a chamber
in which. such slide is mounted for reciprocation, said
chamber having a pressure supply inlet port with which
the port of the slide registers in a retracted slide position,
a knockout die registrable with the slide port in an ad-
vanced slide position, means supporting such die for re-
ciprocation to and from the slide port for the ejection of
a work piece moulded therein, means communicating with
the pressure port of said chamber for supplying plastic
material to be moulded in the port of said slide, manual-
ly controlled means for initiating forward movement of
said slide from the retracted position to the advanced po-
sition thereof, and means for automatically causing the
-advance of the knockout die upon registration of the slide
port therewith and for causing the retraction of the knock-
out die and the subsequent retraction of the slide to its
initia] retracted position to receive a fresh charge of plas-
tic material from said supply means, and means for ar-
resting slide movement upon the completion of a single
cycle whereby renewed operation will require further ac-

‘tuation of said manually controlled means.

9. The device of claim 8 in which the movement initiat-
ing means aforesaid comprises a handle movable between
advanced and retracted positions and biased to its re-
tracted position and rams including cylinders and pistons
respectively connected with the slide and the ejector die
for the advance and retraction therecf and fluid pressure
connections for the several ram cylinders and including
valves for the sequential operation of the respective pis-
tons to effect a cycle of movement of the mold slide
and the ejector die.

10. The device of claim 8 in further combination with
means for supporting a stack of inverted carion blanks
beneath the advanced position of the slide to receive the

“work piece ejected therefrom by said knockout die, said
means having an upward bias for elevating the stack as

blanks are withdrawn irom the top thereof.

11. The device of claim 8 in which said chamber com-
prises a movable wall in which said inlet port is disposed
and with which said material supply means connects, to-
gether with a sealing element abutting said slide about

“said port and having marginal portions beveled toward
said port to be forced by the pressure of said material
against said slide.

12. The device of claim § in which said chamber com-
prises a channel having a bottom and upstanding sides
between which said slide is reciprocable, said chamber
further comprising a plate in which the piessure supply
inlet port is disposed, the chamber sides having means
for exerting pressure cn said plate toward said slide.

13. The device of claim 12 in which the pressure exert-
ing means comprises set screws bearing on said plate at
widely spaced points adjacent the sides of the chamber,
and means connected with such sides in which the set
screws are threaded, together with retractable dowels dis-

.posed in the last mentioned means and. for which said
plate is provided with sockets in which the dowels are
engaged.

14. The device of claim 13 in which the plate has an
annular counterbore around its pressure supply inlet port,
together with a packing extending about said port and
disposed in the counterbore and having its inner margin
beveled toward the counterbore.

15. An automatically cycling machine for preducing
molded articles in successive manually initiztzd cycles,
said machine comprising a ported mould slide, a chamber
in which such slide is mounted for reciprocation, said
chamber having a pressure supply inlet pert with which
the port of the slide registers in a retracted slide position,
a knockout die registrable with the slide port in an ad-

“vanced slide position, means supporting such die for re-
“ciprocation to and from the slide pert for the ejection
of a work piece moulded therein, means communicating
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with the pressure port of said chamber for supplying plas-
tic material to be moulded in the port of said slide, said
chamber comprising a movable wali in which said inlet
port is disposed and with which said material supplying
means is connected.

16. The device of claim 15 in which said chamber is
channel-shaped in cross section, having upstanding sides
between which said movable wall is confined and between
which said slide is reciprocable, and a channel-shaped
liner for s2id chamber having flanges upstandabie along
the sides of the chamber adjacent the sides of the slide
and having other flanges formed downwardly into en-
gagement with the ends of the chamber for the position-
ing of the liner.

17. The device of claim 15 in which said wall has a
counter recess about said inlet port and a packing mem-
ber is positioned in the recess and has a central opening
registering with said inlet port and beveled margins
tapering to a thin edge at said opening whereby the pres-
sure of said plastic material urges said margins to said
slide.

18. A device of the character described comprising a
base member with upstanding side walls constituting a
channel, leg means supporting the base member, brack-
ets on the side walls overhanging the channel, set screws
threaded in the bracket, a slide reciprocable upon said
base member between the side walls and provided with
mould openings in transverse series, a pressure plate
above the slide within the channel and engaged by said
set screws, means securing the pressure plate detachably
against reciprocation with such slide, the slide being mov-
able beneath the plate between retracted and advanced
positions, the plate having a supply aperture registering
with the mould openings of the slide in the retracted slide
position, a pressure supply pipe connected with the plate
and communicating through said port with the mould
openings in the slide in the retracted position of the lat-
ter, a cross head having means supporting it for recip-
rocation transversely of the path of slide movement,
knockout die members mounted on the cross head and
in a position to register with each of the mould openings
of the slide in the advanced slide position, means for
reciprocating the slide, means for reciprocating the cross
head for the ejection of moulded material from the open-
ings of the slide and means for catching ejected material.

19. The device of claim 18 in which said last men-
tioned means comprises a reciprocable table biased to-
ward a cross head and adapted to receive a stack of
material-receiving blanks.

20. The device of claim 18 in which said last men-
tioned means comprises a reciprocable table biased to-
ward a cross head and adapted to receive a stack of
material-receiving blanks, said table having parallel link
supports disposed beneath the base and connected with
said link and a spring biasing the link upwardly to main-
tain the uppermost blank on said table at a predeter-
mined level respecting the slide, the device including stop
means engaged by said uppermost blank to limit the
upward movement-of the table subject to said bias.

21. The combination with a mold chamber provided
with top and bottom walls, one of which walls has a
pressure supply opening, a slide reciprocable through said
chamber between said walls, one of said walls being yield-
ably mounted and provided with means biasing it into
pressure engagement with the slide, the slide having a plu-
rality of mold cavities opening through the slide toward
the top and bottom walls and positioned to register with
the supply opening of said chamber in the course of slide
reciprocation, a die carrier disposed beyond said chamber
in the path of slide reciprocation, a set of dies mounted
on the carrier in positions to register with the mold cavi-
ties of the slide, means guiding the carrier for vertical
reciprocation with said dies for the movement of the dies
substantially through the mold -cavities of the slide to
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eject the contents therefrom, and means for the support
of a stack of blanks beneath said carrier in a position to
receive the contents ejected from the several mold cavi-
ties in the operation of the carrier.,

22. The device of claim 21 in which the means for
the support of the stack of blanks comprises a yieldable
bed, means urging said bed upwardly toward the path of
reciprocation -of the slide, a stop limiting the upward
movement of the stack and bed and means for retracting

the bed to free the uppermost blank of said stack from 10

contact with said stop.
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